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AMPNmMFNTS TO CLAIMS 

The status of all claims and the text of pending claims, with markings to show current 
changes relative to the immediately prior version, follows. 

1 . (Currently Amended) A method of repairing a part, comprising the steps of: 
providing a wrought part having a contact area and an anomaly that renders said part 

unsuitable; 

providing a wrought material having a contact area; 

dkeetly-heating said contact area of said material and said contact area of said part 
t hrough direct contact between said contact area of said material and said contact area of said 
part ; and 

pressing said contact area of said material against said contact area of said part; 
wherein said material bonds to said part to render said part suitable. 

2. (Original) The method as recited in claim 1 , wherein the heating and pressing steps 
comprise forge joining. 

3. (Original) The method as recited in claim 1 , wherein said part is not fusion weldable. 

4. (Original) The method as recited in claim 3, wherein said part is a nickel-based 
superalloy or a titanium alloy. 
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5. (Original) The method as recited in claim 4, wherein said material is made from the 
$ame material as said part. 

6. (Original) The method as recited in claim 5, wherein said part is a rotating 
component of a gas turbine engine. 

1. (Cancelled) 

8. (Previously Presented) A method of making a rotating part of a gas turbine engine, 

comprising the steps of: 

providing a rotating part made from a wrought material and having a contact area; 
providing a piece of wrought material having a contact area; 

resistance heating said contact area of said material and said contact area of said part; and 
pressing said contact area of said material against said contact area of said part; 
wherein said material bonds to said part. 

9. (Original) The method as recited in claim 8, wherein the heating and pressing steps 
comprise forge joining* 

10. (Original) The method as recited in claim 8, wherein said part has an anomaly 
thereon and the method further comprises the step of treating said anomaly to form said contact 
area of said part. 
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1 1 (Original) The method as recited in claim 10, wherein the treating step comprises 
machining said anomaly. 

12. (Original) The method as recited in claim 8, wherein said part is not fusion weldable. 

13. (Original) The method as recited in claim 12, wherein said part is a nickel-based 
superalloy or a titanium alloy. 

14. (Original) The method as recited in claim 13, wherein said piece is made from the 
same material as said part. 

15. (Previously Presented) A method of repairing a rotating disk or drum rotor of a gas 
turbine engine, comprising the steps of: 

providing a rotating disk or dmm rotor made from a wrought material and having an 
arrangement of lugs and slots, at least one of said lugs or said slots having an anomaly thereon; 

treating said anomaly to form a contact area; 

providing a piece of wrought material having a contact area; 

directly heating said contact area of said material and said contact area of said 
component; 

pressing said contact area of said material against said contact area of said component 
so that said material bonds to said component; and 

treating said material to provide a desired shape to said disk or drum. 
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16. (Original) The method as recited in claim 15, wherein the heating and pressing steps 
comprise forge joining. 

17. (Original) The method as recited in claim IS, wherein the treating steps comprise 
machining. 

18. (Original) The method as recited in claim 15, wherein said disk or drum is not fusion 
weldable. 

19. (Original) The method as recited in claim 18, wherein said disk or drum is a nickel- 
based superalloy or a titanium alloy. 

20. (Original) The method as recited in claim 19, wherein said piece is made from the 
same material as said disk or drum. 

21. (Previously Presented) The method as recited in claim 1 , wherein said heating step 
comprises resistance heating. 

22. (Previously Presented) The method as recited in claim 21 , wherein said heating 
step includes applying an electric current across said contact areas. 

r 

23. (Previously Presented) The method as recited in claim 8, wherein said heating step 
includes applying an electric current across said contact areas. 
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